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(54) Method for reinforcing structural members 



(57) A method for reinforcing a selected portion of a 
structural pan (26) utilizes a flexible tube (20) having an 
unexpanded, preferably thermally expandable resin 
sheath (22). The sheath may be limited to a selected 
region along the length of the flexible tubs. The flexible 
tube is inserted through a curved passage (30) and con- 
forms to the geometry of the part to be reinforced (28). 



After the portion of the tube having the sheath (22) 
reaches the desired location, the tube is secured in 
- place. Upon heating, the resin (22) expands to several 
times its original volume and fills the structural cavity 
(30) only at that region. The structural part (2B) may be 
part of a motor vehicle, for example an A-pillar joint, or 
a seat frame, or a roll-bar. 
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Description 

The present invention relates generally to the reinforcement of hollow structural members and more specifically 
deals with reinforcement of structures having enclosed regions that present special access problems. 

In recent years, a number of factors have necessitated fundamental changes in the approach to automotive struc- 
tural design. These include the need to meet ever-increasing impact resistance and fuel economy standards and the 
need to produce a competitively priced vehicle in a global marketplace. At times, these requirements are seemingly 
at odds with one another. For example, impact resistance can in most cases be achieved simply by increasing steel 
thickness or through the use of high strength steels. These approaches, however, generally increase vehicle weight 
and/or cost Although light-weight resins are available which can be used to fill entire hollow cavities of structural 
members to provide greater strength, these materials are expensive and thus their use in great quantities undesirably 
increases vehicle cost. 

The present Inventor has pioneered a novel approach to structural part reinforcement through localized reinforce- 
ment of critical regions using microsphere-filled thermally expandable resins, such as: a composite door beam which 
has a resin-based core that occupies not more than one-third of the bore of a metal tube; a hollow laminate beam 
characterized by high stiffness-to-mass ratio and having an outer portion which Is separated from an inner tube by a 
thin layer of structural foam, a W-shaped carrier insert reinforcement which carries a foam body for use in reinforcing 
a hollow beam; a bulkhead that utilizes a thermally expandable foam to provide localized reinforcement of a rail for the 
attachment of an engine cradle or the like. 

Although these techniques are well suited for a number of applications, there exists a need for localized reinforce- 
ment of regions having special access problems. More specifically, in a number of hollow structural parts the member 
has an enclosed region or space which is located some distance from the opening of the space and Is difficult to reach 
due to a curvature or bend in the member. In some instances the member and the channel which it defines have an 
irregular geometry that makes access to a particular internal region difficult. Of course, in some instances it may be 
possible to simply fill the entire structure with a liquid resin which is then cured, but as stated above, this approach 
may be prohibitively expense in a number of applications. Accordingly, there is a need for an alternative method of 
providing localized reinforcement of such parts. The present invention provides a solution to this problem. 

It is an object of the present invention to provide a method of providing a local reinforcement in a region of a hollow 
structural part which is difficult to reach using conventional techniques. 

It is a further object of the present invention to provide a method of introducing a localized resin reinforcement in 
a structural part where the region to be reinforced is beyond a curvature in a channel. 

It its still a further object of the present invention to provide a method of centralizing a resin reinforcement in a 
hollow structural part in a region which is difficult to access. 

In one aspect the present Invention provides a method of reinforcing a part in a localized region. The method 
includes the steps of providing a flexible member having a length substantially greater than its width; covering at least 
a ponion of the flexible member with a thermally expandable resin; and inserting the flexible member into the cavity of 
a hollow structural part The insertion step includes the step of bending the flexible member to accommodate the 
geometry of the part cavity. The resin is then thermally expanded such that the resin is bonded to the structural part, 
in this manner, localized reinforcement can be achieved for any number of parts whose internal geometry would make 
it difficult or impossible to reinforce using conventional techniques. 

In one aspect, the flexible member is a tube around which the resin is applied as a layer or coating. The resin- 
coated tube is then inserted in the structural part and bends as pressure is applied such that it can be fed into the part 
cavity, i.e. it conforms to the desired shape as it is inserted into the part 

In one aspect, the resin includes a blowing agent and glass microspheres. After the flexible member is in place in 
the part, the part is heated, for example after installation in a motor vehicle, to a temperature sufficient to activate the 
blowing agent and thermally expand the resin. As the resin expands it bonds to the inner walls of the part forming a 
tube-in-tube type structure'with high strength characteristics. 

In one aspect the thermally expanded resin includes, in parts by weight, from about 40% to about 80% resin, from 
about 10% to about 50% microspheres, from about 0.5% to about 5% blowing agent, from about 1% to about 15% 
filler, from about 0.5% to about 2% accelerator and from about 1% to about 8% curing agent 

In still another aspect, the flexible member includes one or more stand-offs which space it from the inner w-!Is of 
the structural part 

These and other aspects, features and objects of the invention will be more fully described in the following detailed 
description of the preferred embodiments of the invention with reference to the drawings. 
Figure 1 illustrates a resin support tube used in the method of the present invention. 

Figure 2 illustrates a side etevational view partly in section showing the position of the unexpanded fesin on the 
resin support tube. 

Figure 3 illustrates another resin support tube with a covering of unexpanded resin. 



EP0893332A1 

expert Sin 3 aWid S,fUC1Ura ' memb8r ' n CreS8 " SeC,i ° n t0 reVM ' ,he fesin s «PP0« tub. in position prior to 
ani^feS 

* Figure 6 is a front view of a resin support tube having radial stand-offs (or use in the present invention 

Figure 7 is an end view of the support tube of Figure 6 in the direction of arrow 7-7 

of ZT^t* 3 Stn,CtU,al memb6f ^ CroSS * 6CtiCa reveaJin 9 the unexpanded resin and the placement 

Referring to Figures 1 and 2 of the drawings, flexible member or tube 20 is shown which serves as a suooort for 

electncal wrnng 23. Various flexile conduits wiO be known to those skilled in the art One pwtaitar oSenSfliile 
conduit is a metallic spiral tube which can be flexed without metal deformation due to S^SSlS^SSE 
J may not be necessary (or tube 20 to be round in cross section and other configurations Nuchas ^^oroSTO 
be suitable. Where flexible member 20 is a hollow metal tube it will typical* be ton^i^nZ^^ ^ . ™ V 

b8from about 8 to about 40 mm and will typically have a ^g^^^^^^ 
pref eraWy 200 mm in most automotive applications. In some applications, tube * will be SZZ beySts VbsJc 
limit dunng placement in the structure to be reinforced In addition, in some applications a n^Sstte : JT , « S 
be used which is essentially spring biased In position in the structural cavity. ^o^^cZba ate rn^ 1^ 
particularly since it provides a lightweight structure, solid rods may also be i^An^XS^SSSL 
rods or tubes, rather than metal, as tube 20 in some applications. 0 plastlC 

The length o( tube 20 is a function of the distance to the site to be reinforced from the cavrtv oo« n i n « -n,- 
of tube 20 is greater than its diameter or width and in many applications tabe2Q Sfil T on S?^«t?,! ^ 
may be 20 times and often more than 100 times longer than 2 TdWsr .n^cross *iSL P T * T f m ** ° f 
20 will have a length of from about SO to about n nTitSl JSlS^i 'ST*!"??"* m * 
substanttelly all of tube 20a shown as a spiral conduit™ ^ ^SZEEmI " 

Resin sheath 22 in most applications will be a layer extending around the entire outer surfec «r t„ho <w =-w 
usually be of relatively uniform thickness, lor example from about 2 to about 6 mm TL^ J"? 20 "? Wl " 
sheath 22 can be prepared by a*cutt hg ashee,of rea*^^ 

composites impart exceltent strength and stiffness characteristics while adding on V margiZ toThs ileZXm 
specific reference now to the composition o( sheath 22. the density of the material should pref erabry be*™ aboufio 
pounds per cub.c feet to about SO pounds per cubic feet to minimize weight The melting pdn Sea iSSSE^ 
ature and the temperature at which chemical breakdown occurs must also be mmSS^ESmTESZ 
mm rts structure at high temperatures typically encountered in pain ovens and the Z ,££ 32 a 
should be able to withstand temperatures in excess of 320 degrees F and preferably 350 degrees F for shor^ime^ 
Also, sheath 22 shouW be able to withstand heats of about 90 degrees F. to 200 degrees FforSeSea oerk^wS 
exhibiting substantial heat-induced distortion or degradation. extended pencds without 

In more detail, in one particularly preferred embodiment the thermally expanded structural foam of sheath 22 
includes a synthetic resin. a celMorming agent, and a filler. A synthetic resin comprises from abo* ^rcent 5 aooS 
30 percent by weight, preferably (rom about 45 percent to about 75 percent by weioht andnSn«£™£ » s 
S0pe re en,toabout70percen,b y wei g h,d 

* loir." 18 " m a 9 ent * re,era generally to agents whtoh produce bubbles Spores ^SSSSh 

sheath 22 That is, sheath 22 has a celluter structure, having numerous cells disposed throughouTlte^^a^ 
structure provides a low-density, high-strength material, which provide a strong, yet JS^JEEcSSE 
agents which are compatible with the present invention include reinforcing VL^SSSE^E^ 
which may be formed of either glass or plastic. Glass microspheres are particularly p™3 Ateo ^SSSS 
^jaycomp*^ 

me eel -tormmg agent comprises microspheres or macrospheres. it constitutes (rom i^oTlSrS^i^ 
percent by weight, prelerably from about 1S percent to about 45 percent by weigW.aitdnWreteS^20^1« 
toabout40 P ercent by weight of me material whichforms sheath 22.^ 

agent it constitutes (rem about 0.5 percent to about 5.0 percent by weight. pmrn^SSS^Z m S 
4 0 percent by weight and most preferab ly (rom about 1 percent to about 2 percent by we?ghT of shea^S SuSte 
fillers include glass or plastic microspheres, fumed silica, calcium carbonate, milled glTsfibeV mZ*Zt* ! 
strand A thixotropfc filler is particular* preterred. Other materiate may be .i^ESSE t SIS 
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percent to about 15 percent by weight preferably from about 2 percent to about 10 percent by weight and most pref- 
erably from about 3 percent to about 8 percent y weight of sheath 22. 

Preferred synthetic resins for use in the present invention include thermosets such as epoxy resins, vinyl ester 
resins, thermoset polyester resins, and urethane resins. It is not intended that the scope of the present invention be 
limited by molecular weight of the resin and suitable weights will be understood by those skilled in the art based on 
the present disclosure. Where the resin component of the liquid filler material is a thermoset resin, various accelerators, 
such as imidazoles and curing agents, preferably dicyandiamide may also be included to enhance the cure rate. A 
functional amount of accelerator is typically from about 0.5 percent to about 2.0 percent of the resin weight with cor- 
responding reduction in one of the three components, resin, celMorming agent or filler. Similarly, the amount of curing 
agent used is typically from about 1 percent to about 8 percent of the resin weight with a corresponding reduction in 
one of the three components, resin, cell-forming, agent or filler. Effective amounts of processing aide, stabilizers, col- 
orants, UV absorbers and the like may also be included in layer. Thermoplastics may also be suitable. 

In the following table, a preferred formulation for sheath 22 is set forth. It has been found that this formulation 
provides a material which fully expands and cures at about 320 degrees F. and provides excellent structural properties. 
All percentages in the present disclosure are percent by weight unless otherwise specifically designated. 



INGREDIENT 


PERCENTAGE BY WEIGHT 


EPON 828 (epoxy resin) 


37.0 


DEH 331 (flexible epoxy resin 


18.0 


DI-CY (dicyandiamide curing agent) 


4.0 | 


IMIOIZOLE (accelerator) 


0.8 | 


FUMED SILICA (thixotropic filler) 


1.1 J 


CELOGEN AZ199 (azodicarbonamide blowing agent) 


1.2 


B3S MICROS (glass microspheres) 


37.0 


WINNOFIL CALCIUM CARBONATE (CaC0 3 filler) 


0.9 



Referring now to Figure 4 of the drawings, structural part 24 is seen in cross section and defines cavity 26. For 
the purpose of illustration only, structural part 24 is shown here as a portion of an automotive roll bar. Other preferred 
applications are for use in reinforcing top A-pillar joints and seat frames. Structural part 24 has an arcuate or curved 
portion 28 which defines an arcuate portion 30 of cavity 26. Cavities similar to cavity 26, i.e. those which are difficult 
to access, are the focus of the present invention. Flexible tube 20 is shown in position in cavity 26 prior to thermal 
expansion of the resin. Tube 20 is bent to conform to the shape of cavity 26. This shaping operation is preferably 
performed in place. In other words, flexible tube 20, having resin sheath 22 positioned at a preselected location relative 
to the ends of tube 20, in inserted into cavity 26. As force is applied to tube 20 it moves farther through the passage. 
As it encounters resistance from the inner walls 32, flexible tube 20 bends, thereby 'snaking" Its way through cavity 
26, including beyond arcuate portion 30. Alternatively, it may be possible in some applications to bend tube 20 to a 
conforming geometry prior to inserting it into cavity 26. Flexible tube 20 is inserted a distance sufficient to bring resin 
sheath 22 into position at arcuate portion 28. Once in position, outer end 34 of tube 20 is clamped Into position relative 
to tube 20 with a clamp (not shown) or otherwise fixed in position, if required. 

The cavity 26 is of non-straight linear geometry which could be more complicated than having simply one bend 
with its arcuate portion such as illustrated in Figure 4. Where there are multiple bends or Irregularities a resin sheath 
22 could be provided for some or all of these irregularities, this could be done by providing individual spaced resin 
sections or by providing one or more continuous resin sections which are located at two or more bends. 

Referring now to'Figure 5 of the drawings, resin 22 is shown in the expanded state. That is, once tube 20 and 
resin 22 are in position in structural part 24, the resin is expanded by heating the entire assembly to a temperature 
which activates the blowing agent to expand and cure resin sheath 22. In automotive applications that is typically 
achieved as the vehicle moves through the paint oven. Resin 22 expands to several times its original volume, preferably 
at least twice its original volume. The expanded resin contacts and bonds firmly to surrounding walls 32 of structural 
pan 24. It also cures to form a rigid reinforcement in part 24. In this manner, a minimum amount of resin is used at the 
precise location where reinforcement is required. 

Referring now to Frgures 6 and 7 of the drawings, tube 20 is provided with radical stand-off assembly 36 which 
has legs 38, typically two to four in number. As seen in Figure 8, stand-off assembly 36 serves the function of generally 
centering tube 20 in structural part 24. It may be preferable to make legs 38 somewhat resilient, i.e. it may be desirable 
to allow legs 38 to flex inwardly as tube 20 is inserted into cavity 26. 



EP0893 332A1 



10 



15 



20 



While the invention has been described primarily in connection with autamr**,- 
stood tha, «. invention may be priced as par, of oL" p^S3 aTS^ 1 "J"" ^ * '* t0 b * 
that requires energy (or movement. Simiiarty. the irZtSSma?ba Sed ^ blCyc,esor virtuaJ V anything 
buildfcgs. ,o provde a rigid support whenTubjected to t£Z suTasC TSZ?" ""T* ^ 88 
l-ghtweigh, support for structures subjected to loads. AMM^Z L^nT^ f ° Smply 10 pr0V,de 3 
respect to heat expandab.a foams and wrth respect toTeSsT^ L T '"T^ ^ 

otherr^terialscanbe used, i^e^pie. .he rL,cou^ 

aetrvated into expansion and forma a rigid structural foam. T^ex^me^Z^ " h " !h 18 

metal such as various pottos or potymeric r^Tva^o^^^a^^' h°' """T *" 

to function as a bar* drop or support for the foam. Where a heat ^ZJt^^f 

be able to withstand the heat encountered during the heat mSTSSZ ToSlTi^ ^ me ^ er8iiouki 

however, ft is not necessary that the flexible merrier be abto to^SuWhS 2* matanaJs " «»* 

quiremen, for the flexible member is mat 8 have^em SSjtoSSS X S^T* ma rB " 

forexarr^le.touseastheflexibfememberrnatenafswhS 

The invention may also be practiced where the stnWpartTr^ 

however, that materials be selected for the structural pah and fleS ™^ ^ ^ m8taL " is pre,erred " 
unexpandedfoam upon expanse forrnsastrcng^o^ 

composition will resul structural part and flexible member, so that a structural 

While particular embodiments of this invention are shown and described hpram » um 
that the invention is no, be limited thereto since many modZX mJE ^i.« Jl! ^T^" 00 * °' C0Ufse > 
art. in light of this disclosure. It is contemplated therefore tarST IS-ZTS ' partculan V b V skilled in this 
as fall within the true spirit and scope JET nvemi™ * PPe " d8d COVer "V s"ch modifications 
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t. A method of reinforcing a part (24). comprising the steps of: providing a fiexibla mom h a „m k • 

greater than its diameter or width; 9 b,a memfa ar (20) having a length 

30 covering at least a portion of the flexible member with an expandable resin re- 

inserting the flexible member into a cavity of said part the insert™ ,i e „ LJU 

flexible member to accommodate the geometry of Ccav^ and 9 9 St6P ° f bend,n9 ,ha 

expanding the expandable resin such that the resin is bonded to said part. 

» 2. The method of reinforcing a part recited in claim 1, wherein the flexible member is a hollow tube. 

3. The method of reinforcing a part recited in claim 1. wherein the flexible member is a solid rod. 

4. The method of reinforcing a part recited in any of the preceding claims wherein ... 

40 contains hollow microspheres. re8in 18 ,nefm alry expandable and 

5. The method of reinforcing a part recited in any of the preceding claims, wherein the nart i. , 
consisting of an A-pillar joint a seat frame and a roll-bar for a motor vehide **" ,he 9f ° UP 

45 6. ^aniemodofreinforcingapartrecrtedhanyoftheprecedingclaims,whereinthefl k 

spacer for spac^g the flexible member from the part Inner v?ai,s pt^Z^S^^^ ™ attached 

7. The method of reinforcing a part recited in any of the preceding claims wherein tha lann*, „♦ <h n u, 

is at least five times its diameter or width. ,a,ms ' wnerei " tne length of the flex.ble member 

50 

8. The method of reinforcing a part recited in any of the precedmo claims wharmnth.w 

is between 8 and 40 mm and its length is from 50 to 200 nrn °' fl8Xib,e ,ubo 

9. The method of reinforcing a part recited in any of the preceding claims wherein ih« 

encircling and encasing at least a portion of L flexible member ° ,0mS a ^ er 

10 ' ?Z 2 ^rT , " in9 3 Part fedted "* °' ** PreCed " 9 cWm> ' "-V *« a uniform threes 
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11. The method of reinforcing a part recited in any of the preceding claims, wherein the flexible member is hollow and 
has a wall thickness of from 0.5 to 1 .2 mm. 

12. The method of reinforcing a part recited in any of the preceding claims, wherein the flexible tube is fornied of metal. 

13. The method of reinforcing a pan recited in claim 12. wherein the metal is aluminum. 

14. The method of reinforcing a part recited in any of the preceding claims, wherein the flexible member is inelastically 
deformed prior to the insertion step, the deformation being such that the flexible member conforms to the geometry 
of the cavity. 7 

15. The method of reinforcing a part recited in any .of claims 1 to 13. wherein the flexible member is shaped during 
the insertion step by contact with the part. 

16. The method of reinforcing a part recited in any of the preceding claims, wherein the flexible member is secured in 
the pan prior to the expansion step. 

1 7. The method of reinforcing a part recited in any of the preceding claims, wherein substantially all of the flexible tube 
Is covered by the expanaable resin. 

1a The method of reinforcing a part recited in any of the preceding claims, wherein the resin is thermally expandable 
and mc udes. in parts by weight, from 40% to 80% resin, from 10% to 50% microspheres, from 0.5% to 5% blowing 
agent, from 1% to 15% filler, from 0.5% to 2% accelerator and from 1% to 8% curing agent 

19. The method of reinforcing a part recited in any of the preceding claims, wherein the resin is thermally expandable 

TbT^JZJT* HS^J 55% T& ^ 4% dicyandiamida curi "9 asent. 0.8% imidlzole accelerator. 
1.1% fumed silica. 1.2% a 2 od l carbonam.de blowing agent. 37% glass microspheres, and 0.9% caelum carbonate 

20. The method of reinforcing a part recited in any of the preceding claims, wherein the flexible member is a hollow 
tube with electrical wiring extending longitudinally therein. ■ 

21. The method of reinforcing a part recited in any of the preceding claims, wherein the cavity is of non-straiqht linear 
geometry having at least one bend, and the flexible member is snaked through the cavity until the resin is located 
si tne bend. 

22. The method of reinforcing a part recited in any of the preceding claims, wherein there are a plurality of bends and 
the resin is located at more than one of the bends. ypioenas.ana 

23. The method of reinforcing a part recited in any of the preceding claims, wherein the resin is a die cut sheet which 
is wrapped around the flexible member or is a coating molded onto the flexible member. 

24 ' wipeTtSe 0 ' rein ' 0rCin9 3 Part feCi,6d any °' me P fecedin 9 claims, wherein the flexible member is a spiral 

25. The method of reinforcing a part recited in any of the preceding claims, wherein the part is a vehicle part the resin 
is thermally expandable, and the resin is expanded in a vehicle paint oven during a painting step. 

26. A method of reinforcing a structural part (24) having a space (26) which is difficult to access due to the ceometrv 
of the part, comprising the steps of: 7 

providing a hollow flexible member (20) having a length at least five times its diameter or width- 
coating at least a portion of the flexible member with an expandable resin (22)' 

inserting the flexible member into the cavity of a hollow structural part, the inserting step including the step of 
bending the flexible member to accommodate the geometry of said cavity; 
securing the flexible member in the structural part; and 

expanding the expandable resin such that the expandable resin is bonded to the said structural part 
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27. A reinforced structural part comprising a rigid part (24) having an elongated cavity of non-straight linear geometry 
with at least one bend, a flexible member (20) located longitudinally in said cavity including through said bend, a 
resin layer (22) on said flexible member disposed at said bend (28). said resin layer being made of structural foam 
which expands when activated, and said resin layer being expanded into intimate contact with and bonded to said 
part at said bend. 

28. The pan of claim 27. wherein part is a vehicle part selected from the group consisting of a roll-bar. an A-pillar joint 
and a seat frame. 

29. The part of claim 27, wherein said flexible member is hollow, and electrical wiring extends longitudinally through 
said flexible member. " 

30. The part of claim 27. including at least one stand-off assembly mounted around said flexible member at a location 
outwardly of said resin layer, and said stand-off assembly having a plurality of outward* extending legs in said 
cavity in resilient contact with the inner surface of said part " 

31. A flexible member (20) having a length greater than its diameter or width and wherein at least a portion of said 
length is covered with an expandable resin (22). 



32. A flexible member as claimed in claim 31 further comprising a spacer (36). 
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